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National Aeronautics and Space Administration 
George C. Marshall Space Flight Center 
Purchasing Office 
Clinton Building 
2109 Clinton Avenue GPO PRICE 
Huntsville, Alabama 35812 

Attention: PR-RCWeems 
\ 

Subject : Contract NAS8-11577 
M.S.I. Contract 4896 
Final Report 
Article 1, Paragraph D, 
Subtitle 3 

OTS PRICE(S) $ 

Hard copy (HC) A 
Microfiche (MF) A 

Gentlemen: 

This letter is submitted to meet the final report requirements of 
the above contract as noted in Ardcle 1, Paragraph D, Subtitle 3 
and any other final requirements of this contract. 

This contract was in essence a fabrication built to NASA's design 
and control requirements. The contract consisted of two weldments 
for an upper and lower spider as noted in your Drawing No. 9OM-01295, 
Revision A, Sheets 1 through 7 and Drawing No. 90M-01296, Revisiofi 
A, Sheets 1 through 9. The following reports were submitted in 
Manitowoc's letter dated October 9, 1964, Reference PR-RC, to 

Paragraph C: 
" .  M r .  R. T. Minard to meet the report requirements of Article 6, 

(A) Inspection Diagram Drawing No. 4108 

(B) Chemical and Physical Report 

(C) Dimension Inspection Certification 

(D) Radiographic Inspection Certification 

Therefore, since Article 6 specifically stated certification of . 
chemical and mechanical properties of this material used in fabri- 
cation; we see no need in duplicating these reports at this time. 
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The following are for design and fabrication to consider for a new 
spider assembly: 

A. 

B. 

c. 

D. 

E. 

F. 

All friction joint surfaces Of Ti steel should be machined 
to insure flatness. 

Do not machine subassembly prior to complete assembly of 
weldments. 

Weld joint design and Procedures 1 through 15 inclusive are 
enclosed. 
NASA and Manitowoc. 

These were developed for the above weldments by 

All root and next to last weld passes to be magnafluxed as 
a method of weld quality control. 

All material should be laid out full scale prior to burning. 
This is recommended when material delivery presents a 
problem. 

Use lamp fixtures instead of strip elements to perform pre- 
heat required for welding T1 steel. 

All the above information was transferred to Dave Johnson of NASA 
as the job progressed. Therefore, your drawings on this contract 
are current. 
information be needed to meet the contract requirements of the 
final report . 

Please advise by return mail should any additional 

Very truly yours, 

MANITOWOC SHIPBUILDING, I N C . '  , 

Sales Engineer 

REO/nn 
Enc . 
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